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(S7) [gift] 

& 5 - 3 0 %-C> 4>fc < <h fcOasftSffiCPBSB* 5 
J:0f«KttKfl|*iS4 4*>«:; KM&CCtl. *>o. ft 



i^mn Mirny ^ui, smsm? -oi^n 
a. 

x-y#xffi&&ifi5~~3 0%-e, fro. o>ti<thG&> 
x. Mmmmbxmm-&fc-tz>zt*mitr?z> 

r *«B©*S4B C» b < KIKM&J: 0 

[M*g4 ] weft*:?* » h d-;w j i s Am 

a OlS K 6301) #4 5~9 0-C*i5. ttfiPTttftSft 
±Kfii#S2 8 0~3 0 0'C©®BK*»h ikfi 
(JISL-1096) Hfil. 4~2. 0-C*6^';n->^A 
*6)5t5a-;K tMtJ 1 SAgga^-gOf* 
0 . ffiffl oJfil^SSiHtf* 1 2 8 0-300 *C©«5Hte 
*0. ^o, J£fi#l. 4~2. 0X&Z7 vM^A** 
hKZU-KV&Z C <t*!$8fc<i:-f •SlURJii 1 teiBtS© 

[JMlOBII&mn 

[0001] 
[000 2] 

[^©SffiWWfi] *Stet?o3£©«JKffiBj I Ki 

flB ((RiRtt«J D a Dffiffl^K:A»©ffll{Cg-r*iII) teffigS 
tiZYvfis-btt i, ?HWtciBg 

A<**>6Sfffi$nSft?K*S3iS#rrta5©!Rit!H*K:!R 

[0003] -5?. rtv httK, rtS»©!RjR{*K: 
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K. ©iR14^D D D ©^ffl*{crtfflilK:^D*a»«c<t6AU 
[0 004] ttc. t<0*v>?is-\-tt\t. ®iRft%p a D 

io A»*s/-htt*r»«jiiu. «RHx«:£ig-rsrtfiiJ© 
m-rwMms®tLx*miz®mL, zozim* 

[0005] Lfrbtum, jbrawf-n*. 
[0006] coym^mf&z&mcx. tMtc&ti&si 

[ o o o 7 ] -e bx . ^istaiiaAK^s^ra^ 10-1 
30 ta&tor. ^ttfc.toWDftiystestv astt*j«fc 

&i"btfi®7n$tiX^Z. C©Satti^-Hi. ast 

5~2 0%. ftgP(CR*sot^x>jK^$->*#^ 
[0 00 8] Lfrbttifih. #'Ji^U>*>6ftS»» 

x^U>7 ^ JVAi*J»x»Kxlin:t?8Mh-{Wb3* 

iLT^f->uxS5!©57-o-;p*^iuri> 

ate. mx->#ZlMT&g.i:T?y3ltZt> xytfz 
p-;V«ffi(c^Sh-Cl^x>^xfl®©±g|5S8®* 
RftllL-Cfc. ^x>^x]!)llI{cJ:0 3nfcSStt'>- 
hOBQSlSffite^SftWAtf^ft:*. ^RBW©[H8P 
50 Jgffifcs fa©7L^gg^, ifcktta^T-r 



3 

So 

[0009] Wot, tttBtmsmyi^tip 

«*tt©iST*ffl< C£fc<, £ffl£. m&>i5<kvn 
[00 10] 

[0 0 11] 

mom&tnc* bL<itwm&*!> 

W%Sto«l*6tt5^l»i*«*i^*>*. x># 

[0 0 1 2] BJKftJt^^^ ba-frtLXlt. J IS 
A^S OlS K 6301) #4 5-9 0r#9> <£ffipJfi& 
&jaSLhlHfflW2 8 0^3 0 0'C<O«Hec*D. 
JtS OlS L-1096) #1. 4-2. OriS^yn-^ 
a SfcBJ I S A«g OlS K 63 
OT.) #4 5-9 0r#>9, ^Wffi«Cfflffi±IRffi**2 8 
0-3 0 0'CG[>®Hfc:£>*K fro, itfi (JIS L-1096) 
#1. 4-2. Or*^^^^rfAd>63&Sa-iWSf 

[00 1 3] 

[oo 1 4] m^&yjJkA 

So coasts? << sas# iooo g/m* 

• 2 4hr«_L #£b<«2 0 0 0-6 0 0 0 g/m 
*' • 24 h rOSStt?:W*rS7^;l/AT^S e CC 

*a?BK:*ji»r, 3taa<t« v j is p 020 8 

[0 0 15] C©a»tt7^;l/^OSR«<tLr. #y* 



(3) »H¥1 1 -2 9 1 37 6 

4 

>v SMg* l Jx^U> v x^U> • a- ^-u^ ^ 
^>*S^», *fcttCft6©28K±©B^fc<!frt> 

[ 0 0 1 e ] *«Hcc*jc>r». *y*u^-#>»Jl4 

l/CJ8tr>&*iSx*U>. a- 
x^U><b#^H^4-l 2©a- tfU? 
10 &S*S£flrc*9. *fc:7nfcfU> . a - *U:7-f > 
*8£#tt* ^nh*u><hx^u>*/c«K^M^4 
-1 2(Da- *U7*>4*6&S*S£ttr*S. 
[00 17] g^H^HR4-l 2CDa- *U7-f><5:l, 
X\t x /cii«i-yf>, i-^>r>, i-^*-fe> v 4- 
jt?;ML- -^>x>. i_^^r>, 1-x-feX l-Kr-fe 
>tt£#4n/6Ji&. ±?l<> • a- *l>y j>&m& 
tttt. cn6CD^M^»4-l 2©a- *l/7-f>* 

20 4 - 6CDa- ^ Ot*. 

[0 0 18] C<Z)x*U> • a- tU7Y>Sf^k: 

T, Tx^u>#fi[J 4l>9) <!:, EJRBHHR4--1 2 
>fr6zSfrft Sli 0 £ [sffiffiUtt (H 

5 0Ma%jeu:iooafi%*sjfc*fLr, a-^u? 

*>*{a5 0MK«T<D«te* #£L<ttx*u>iji 
&5 5-9 9M%te*tUTa- *l/7^>#ttl^4 
5fifi%©U^ 3 6fc#*l^ttx*U>4MaB5~ 
30 9 8SM%K:*tLT> a- >#fi2-3 5SS 

%®m&* »KJffSEl/<Bx^P>*ti7 0^9 6S« 
%CC^UT, a- tU7^ >^fi4-3 0SS%CDSJ^ 

[00 19] #y*l/7^>«ltB. B&IB©£j& 
»KJK)fl8»4Lr, fci*ttx^u>*3i^» % 

-U-h (MFR ; ASTM D1238-6ST) *U — 2 5 %/ 1 
0^. 3 6K:»SL<«2-1 5g/10#£«BK:& 

^\*wz^w§<bwmmmt&*\hy < s^MLmrt 
[0020] s etc, c©#y*u7*>#re«\ 

(CSnS^ << Jl'A3P9&ft£jg?> Sg^O. 88- 
50 0. 9 3g/cm 3 % J?^L<«0. 90-0. 92g 



5 

/cm' (DmBU:&ZCt1)m£U.K 

[0021] m.$m? ihwmttLxm^h 

co^mmu. wc«rs*vj\ mmimmtc 
m®&izmm>-rti-ci>j:< . ff*®jE»6*Mt'? 

mm. mmts&wir-iwm mmamm wstm 
<mm. mm. &m&. 

u>\t2mj±M.&-£st>itxm^i>ztifix-ish. c*i 

6<D<PXi>, AR<D$£tt**MLr. 
;t^A. Aft u>. 

[0 02 2] co^mmtmu. as. o. 1-10 

B. 3 0/7 0~8 0/2 0r&£„ 

[ o o 2 3 ] c mimjmifimmbM*^ 
?z>m&. -e©^*rsB. as. ®m®im<p<D#>)* 
i>? ■< ymmto&vmmo&itt i o omswc** t, 
r. o. i~2. ommsms.. w*l<bo. 5- 
i. smskik-c**,, 

[oo24] ccomssmma. ±smm± 
so. #6»i*jhsi. mm. m®. mmmmomwm 

[0 0 2 5]**:. C©8JJIi«J&8»B. jfflgttOQtft. 

v>Si7Xhv-4$t?^ *©^wsb. a 
s. x?u>- a- *u7^>«a^f*i oosagptt 
nor, 2omssmr<Dmttj:i,s.v$>i. 
[0026] iMmmmmo^mt.. ±ia# vtuy 

* >7*?-sste* vs?g£«gf©sffl© 

a. 

[0027] *2a&(cfct>-C. JJB*!) tl^7< >8M! 

*fcB8ti!iiHj®&B. ^^^AKfijggsns. t©?./ 
*Afflrt»tt. # y * U7 •/ >®JJS* fc»ttfiilJftft* 
jgHitigi&L-c:? ^*Att*'fctti/- H*fc*»r**# 
fcr**i«<fc<. i>-rti©*ffi«:Sfr>rtf«:-pt:fc«}: 
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mu< u=m<ox try* -wmm. rmmmmon 
-h«:fix^-rsci^-cf?2>„ mw@ma<D®gsm. 

B. aS. 2 0 0-280 wear**. 
[0028] itc. ^7l/-^ 3 «rit TOf** 
^*6R<W«C-|BSfli*fcfctltt««iStifc7 -/ JUA 

*/c. T^-fKiSl^-Ctt. *ElSj©5/ 
10 -h£fcB7.f ->t>A£i©gf£. n-jwawcfcOHliB 

[0029] *K. 7 <*A«JltB!^- HftCJfflgS 
3*1. amtt7^JPA%»5C4*!-C#a. £©&{*& 

SB. -hubb-ci* rf4^#-cfej:<. aaa«3*i 
.a ^ c £ #-ct »> . wtoHjmtBmt v 

20 ©*§£CCB.' S&KSm^ffi-C*?). HJtt©fiT«c 
<fc & DIM 0 tt©|ai±. ^©S#tt©JSiB*iR»»&K: 

[0030] -«B»©Ji^«. as. 

c©i^. bumusb. w^mttmtoM&omutc 

PBS3*1. Bf#<S$l. 2~8fg. »*U<«2~6<g 
{CgfWSCiKJroT. ^7L^5 0%W±-C. pgtt*i 
fi<. MM»3©J:uamtt7-/Jl/A«^.SC4*J-C* 
S. 

30 [003 1 ] -|fiB#©ti^». Wlfc 0 < BZ9Q8ffli 

4tffftb4i«. c©itr. Bfmsstt. mu~~mwism 

©Bk*©ffiH«:affi3*i. SlfffS^ttl. 2~8fS. 5f 
* L < B 2 ~ 6 <§-CS?L$ 5 0 %&LkT. PSItt*i{5< . 

[ 0 0 3 2 ] -«®#SfcBZl«gfiWSl«, SSft 
«i tff ft 9 1 . \H^9ttt(Cff US Mtt7 4 A A* 
ff«C&«>?»«A:tt>. MAfflB. 8 0*C 

^e. 7 ^ ;i/A©a** -c©ffiH©sg-cff ft 5 c 
as. »a-c$iB$iiB(ctTft:fo*is. 

40 [0033] *^W«:*st,»T. aMt4? -f AAB. S?L 

$*i5o%tu:©fc©*5. a»t4fcj:t;affltt#f£yf? 

60~8 0%"C£>£ «>©##$ U>„ C©amtt 
7 ^ ;WAB. +>y$*i6 0-3 0 0MPa©fc©*lJ? 
*L<. 3 5K3l»S»«S«tMD7&A («E«I4') -C4 
0N/cmfeLh-C*S*>©*sS?*L^. 
r . ra^147 ^ ;b A j £ B. ±§E©<J: 9ftsHy4*U7 
v >»fli* fcB*©*US8»*>6 7 v AA*fi£»bfca. 
-**fcl/<Br«®#*Jfrrc£(cJ:«). &ag#io 
50 0 0g/m ! • 24h rJW±{CftoTI,>£e££!g-r 



[0034] *mxm<.> htizmsm.? < ;t>A©jf <* 

tt. 10-3 0(imig-e**), JflSKIJlO 

-2 5tfnrC*S. S/c. SSSti. 200 0-6 0 0 
Og/m' • 2 4h r-C*5fc©*^f®-C*S. 
[003532^ 

zmtzmns (ur. r ai>-5) 

[0 03 6] *8W~cm^t>tlZ*®tfH£LTM. let 

rmi&iMij it-^) A#£f&i/r:sisu mtiStt 

[0037] tm&wmt vxu. tct^mw^m 
m&* h * & atas t Tg$k£mm$&fr 6 a a * 

Lxz%&w&mi£^&icmt3ALx^ziBZ<»zm 
mm^mmtm-f^m. ttc wmitm*fmbx. 

[0038] nsmsm^tmt. mmmicmzzm 
/®m>mm&m&m-%. 5/5-1/9 wsxh z> . 

«. 5/5Hg-C*S„ 

[0 0 3 9] ^lEWrjm^ti^Sfcfrtt. ±12 

©<t 5&m-©^?&fc-tf -ca < . wm>*miifrht£ 
z>ffl§mm<Dxmsx$>ix wcmsmn* 

xm-rz^momvHDSfii&ifi** < w 

*aft£W?£i§£, *©8ll«&©**»fc£fc©Btf 
«. jMSl5-3 0g/m' m&X-b*). tfc. g»tt 

^^a©a#«. 3-1 og/m 1 ©areas. 

[0040] =RSW©^fiX*Sl^?:«fi£T2.{£Bl*ffiSlfiS 
#tt. l5gBjiMtt7^;l/A^^-rS«fli©a*Aig 
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C©ffij&£Jj)igj£#Al,T. ft: A a 

£S£<*3?©tf >®Bf A"C& -3 X . iimtt 

7 ^ ;l< A©gS*flSB§ A Is] C . 1/ < «i^B§©SL* J: 9 
fiOlfc&fcW-r SfiWIf © 1 «. $ fctt 2 ®U!±«#£to 

[0 04 1 ) ±IB^afU> • x^U>7>^A^S^ 
:/nb-u>Ai*w>A©5>#A£fi;£#r£> 
*). x*U>^rg#s$?$L<«0. 5~5*^%, ft 
10 <<Cttftb<tt2. 0"-5tA%t$S. 

[0042] ^WCCteOt. *«©Jf5fi£8$BL A 0 
bW<SK©S«S^«a«^^S^!ii LT, *>\, 

h70-U-h (MF R ; ASTM D 1238-65T, 230"C. <§T 
fi2.16kq) #2 Og/1 O^OKU> • X^U>^ 
>* , Aita^tti > ^;l/h7D-U-h (MFRlASIM 

0 1238-65T, 230*0. ^ffi2.16kq) #3 5 g/1 0#© 
f U> A©ffl^t>ti-*^ftSii^fliMEf* 
^ffl-TSA. ^b/dS6ffiA^ft-S^^*^CA*5 
XHZttib, ^tt*sJ:c;84S©i6i±«c^T*S 0 c 

U>A©ffl#£fcrt2-Ctt. 7'PtU>-i?l/>7>f 
A*S^ft/j}<y^afU>©ffifflfiSJ:btt, 1/9- 
9/K »Sl/<«l/9~4/6-C*^. 

[0043] *ms%tintz>mm<D¥-i$)mmtt. m 

*. 1 0 - 3 5 M mlSt* 0 . fi$feT;FI&ft£«!*i;fc 

K©?io3!i^»jss^(g»i/> mtftf&mmiztizM 

r> 1 0-2 0wm-e*.5CA3&s»3;bt,>. 
[0044] ^^©a^S^W^Stt, *f6WK^^ 

30 SSjlftStu 1t«:$iJRS$nai,^ ji^ g#«. 10 
-3 Og/m 1 lgT*t), if3©afC^St4^-h*J 
ffe,ns*r. 10~25g/m' X&ZCtififf&L 
l\ ^RK?&©^3tt, 0. 1-0. 5mm 

w&v*>z. c©i?3«. %&m®mxmz2timx 

[0045] ±IE©J: m^miOMm^ SaccSEo 

x'nftscttfixa. tttcMRstittt*. ytAjitfeat 
*jii«©**>ea*^^ffi*S!{ji-r.5^. 

Fife, ^^h^n-^tt. 7 7-?^»iKi^ffi^©m» 

40 mmatc\mmitc& ®&itis£v*m5tam 

[0 04 6] S/t. SS®a^t8«»>6<tS^8l?&41! 
&{Cfifo-CS®TSCA*J-C*S„ ^F^-f 

se-? rsjg-r * c i *st? t -s. 

[0 04 7] 36«:*fc % <^LA|8«t<!:iifa.^iaiffiA*l 



[0049] jsiitt? j )\,&<pm&im 

*4««7 7> Ha-A-drtMBEBHU/T. iiSltt? 

3RW&A*r*isKj«m*ft* 

m wcftc-caBSftsn**. wt> 8 o~ i 5 o 
•cgs. *?*l<bi oo-i 3 0-cggciaK, 10 

-5 0kg/cmgS©E* («EE) . #£L<B20 

[0051] M^E&s«tffli->e>ttsx>#;*a--;b 

>^o-A-c*5. fc£*tfx>#xn-;U©£igB5fc 
3a5® (±ffi) ©Jfct##Hftff5-C*SJg£. *©HRI©ft 

^-^©CigftyfflOlJttB. RJB. tlRJg^©ffi^ 
■CflteRStiSJBtt. **l»BB«in. «R9£*»6 

Raa$©tt35*S#*!>& < £ h 0 . 15 m m«±t*& 3 
5£^©0t»3?©Jfct*-C*S. Wc**hfto:(Cifil»M 

«©x>jK^'<*-> (x>#xn-;t/©iSSfi$fcJgffl© 

l». C©x>^D-;l/©ifIi§p±M©Egps©ft^ $e> 
K»E9ia<E>AflU>RttlX3#ir(r>&. tic. x>#xa 
-;WK:fctfSx>sj*;*85f[t* (x>^^Cigp©ffiS$) 
B. 5-30%. #*L<B5-20%. 3€>5C»$l, 
<B5-1 5%T?*S. #(Cfl)tM9#m6M^>--h# 
##>6h*l§£B v 01-B3tc5Vrx;/«K*fflS$7 
~1 5%©*gjAt&^ffi©x>^A$->*#r*x> 
#*n-.fc4ffl(,>a£#*u>. 
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l/CB. J. IS ASS OlS K 6301) #45-90T 

* 0 . ffiffl pItg^cSS±mffl*s 2 8 0-3 00 'CCSSffl 

«c*o> n its (3is l-io96) #1. 4-2. or 

*2>^'j3->^A*i6J&SC3-;K *fcBJ I S A 
®S (JIS K 6301) #4 5-9 0T& 9, ffiflJnJfiBfciB 
Ki:fRffi#2 8 0-3 0 OTOeffltt&O, #>o, its 
(JIS L-1096) #1 . 4-2. OT^S? 

-Q-*fcfflU5Ci*5t*4. cne.©ScM7^?h 
10 n-;i<£±iex>#*a-;i>£#tcLTffli,>SC£(cj: 
0. x>^n-;b©iSE?:5 0 kg/cmiH5< LT 
fc, ®t>tiZM®m>- b ©IHSSJgffitc 5 >/a<DlUfiffl 
<Ci[Wl>0-C 1 W*££ffiT3t»-SC£&<. itft> 

jmMfta t fm&zwm- z c t # * . 

[0 05 3] h 

iO^en^SStt^-h©^^. W*fi#10 0 0m 
mH 2 OfeU:, SSg*J3 0 0 0 g/m' -24hrJ£{ 
±r»»J> MD£|Sj©^#;a (?7-9m ifib Omm 
20 «T-C*0. iP-o, mmmm.tfiS 0g/2 5,mm« 
±-C*-5aStt->- hB. IfcteifOffl^? h £ I, 

* t> %/- h b. fiWjt?o©KiRft{cg-rsrtffl«c!Ratt 

MitfEBSti* *1-»K:£f 
Sti*t>©-c*4. *IB38K:tei>r, tmd^j t 

B> h©«J^|6j=fem^. $tc, ±IEfg&g© 

»ffiB. J IS L 1 09 6KCft£l/CfBtt;*tt-C(,> 

i i» 5 - 1> mic J: TSJS S ti Z&mv$> i . 

30 [0054] 

[^©a&m] *»93«:«*aattf-h©t!ai*ffiK: 

ffin-5££fc{c. K*tt{csti> *>-3, m^mmmm 
s. 

40 [0 05 5] 

^WB. C*ie>IU6^{cJ;0KSStiSfc©-CBft^. 

[ o o 5 e ] 9mm*si:vimmKisttzm& 
\,k w*Sv MmnmiaMKv sss*sj:c;^«ctt©Fii 

SftiBSIJEB. TS©»»{ca-5-Ctf«:o/i:. 

( i ) 

©^©MJiSi&II^SKil^tfftlv Tf2©S*£-CiMi.L 
/c. %*$S«B. 1 0A©^*Jl/7-^ h©^^r*i„ 

so [0057] <mmMm> 



(7) 

11 

O tf7->+. 3loJ»rt>D!S**&^. 

A If^*, SlotffrOJBjS^H 1 **. 

x -tf7^*> ?lo»3&>OS*5ifeS. 

(2) »*S 

W*Stt> J I S L 10 9 2 fCfai£©it7k@3*£© 
Aft (fi*Effi) ©P7WEft(c««iLr^8?)/c 0 

[0058] (3)aram»t§e 

SHi^- F*>&«2 5mm. g3 2 0 OmmtttfJfJBKo 

fcKRttfco^-t. j is l looe^cr. 

2S3 0 0 mi/»T 1 8 o* ifliit&ftetT 7 a 10 

(4) sag 

jgfflgtt. J IS Z 02 0 8Kf2iS©Sagf*ifcfr8; 

(5) ffcfKS 

J I S L 1 0 9 6CCfBi&©C& (*7-i>S;) Cd£8S 
t/C. «@^-h©MD^(Sj ($ft#|fij) fcitfCD^ 

mfifa) ©ifc&8£#«>/c„ 

[0059] 

[g|&0|l ] TfB©!glt4*WrS^V7'cifU>*>6% 20 

s&m^oT^a©^**?- y x? s 

>/$V7uxu> (aatb) =8 0/2 0. wm= 
22ym)*>6&9 > IP2 3 g/m' -Ci>i>Zrt> 

#ymzwst. Tia©©tt£«-r*amtt#yx* 

u>7 ^ ^Ai^fita^fctt «ffiSK# 1 2 0*C©* 
^-;Hgx>iJ<^p-;l/ (n-;Hg=2 0 cm) 4fl 
ESS** 1 1 8 'C©f y a - > 5 ? ha 

(P-*ili=2 0cm) ioratC. ^?&*5x>.-K^ 
p-;HBRc<Scfc5{C3lU 5 kg/cm©Efr 30 
ffi) TJtoEbT&gl!* h£ 1 0 0m/^ 

©£gjlg-C^fc„ 

[0 06 0] ±gBi>^a-;H*> -€-©0815^0. 4 
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(57) [Abstract] 

[Means for Solution] the melting point of the resin with which the manufacture 
method of a moisture-permeability sheet of this invention constitutes a breathable 
film and this breathable film — the same — or carry out the heating pressure 
treatment of the nonwoven fabric which consists of fiber containing resin which has 
the melting point lower than this melting point using the embossing equipment with 
which superposition and a rate of embossing area are 5 - 30%, and the comer of a 
heights apical surface consists of an embossing roll of which R processing is done, 
and an elasticity flat roll which consists of silicone rubber, a fluororubber, etc. at 
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least It is characterized by carrying out laminating unification. 
[Effect] According to the above-mentioned manufacture method, it is the moisture 
permeability sheet which consists of a nonwoven fabric and a breathable film, and 
while excelling in flexibility, aesthetic property, and a loft, the moisture permeability 
sheet which is excellent in a water resisting property, and has high interlaminar- 
peeling reinforcement can be offered. Moreover, the productivity of this moisture 
permeability sheet is improving conventionally. 
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CLAIMS 



[Claim(s)] 

[Claim 1] the melting point of the resin which constitutes a breathable film and this 
breathable film — the same — or the manufacture method of the moisture- 
permeability sheet which superposition and the rate of embossing area are 5 - 30 % 
about the nonwoven fabric which consists of fiber containing resin which has the 
melting point lower than this melting point, and is characterized at least by to carry 
out heating pressure treatment using embossing equipment which consists of an 
embossing roll with which R processing of a corner of a heights apical surface is 
done, and an elasticity flat roll, and to carry out laminating unification. 
[Claim 2] the melting point of resin with which said nonwoven fabric constitutes said 
breathable film — the same — or a manufacture method of a moisture permeability 
sheet according to claim 1 characterized by being formed from a sheath-core mold 
bicomponent fiber which consists of the sheath section which consists of resin 
which has the melting point lower than this melting point, and a core part which 
consists of resin which has the melting point higher than the melting point of this 
resin. 

[Claim 3] the melting point of resin with which said nonwoven fabric constitutes said 
breathable film — the same — or a manufacture method of a moisture-permeability 
sheet according to claim 1 characterized by to be formed from a side-by-side mold 
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bicomponent fiber which consists of the high melting nature component section 
which consists of resin which has the melting point lower than this melting point, and 
the low melting nature component section which consists of resin which has the 
melting point higher than the melting point of this resin. 

[Claim 4] Said elasticity flat roll is JIS. A degrees of hardness (JIS K 6301) are 45- 
90. A roll with which it is in a range whose usable temperature upper limit is 280-300 
degrees C, and specific gravity (JISL-1096) consists of silicone rubber which is 1.4- 
2.0, Or a manufacture method of a moisture permeability sheet according to claim 1 
characterized by for JISA degrees of hardness being 45-90, and being the roll which 
is in a range whose usable temperature upper limit is 280-300 degrees C, and 
consists of a fluororubber whose specific gravity is 1.4-2.0. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention comes to carry out the laminating unification 
of a permeability film, a nonwoven fabric, especially the span bond nonwoven fabric, 
and relates mainly to the manufacture method of a moisture permeability sheet 
suitable as backseat material of absorptivity goods, such as a disposable diaper. 
[0002} 

[Background of the Invention] Generally, absorptivity goods, such as a disposable 
diaper, have a package and the structure of connoting, by the top web material 
(facing material) arranged in the absorber which absorbs and holds body fluid inside 
absorptivity goods (side which touches the skin of the body at the time of 
absorptivity goods use), and the backseat material arranged outside. The top web 
material arranged inside contacts the skin, and while making the body fluid excreted 
from the body penetrate and making an internal absorber absorb, the function to 
which body fluid is not turned back from an absorber is called for. 



H1 1-291376 



5 



[0003] On the other hand, while backseat material does not leak outside the body 
fluid absorbed by the internal absorber, the function in which the interior is not made 
to penetrate a liquid is called for from an outside. Furthermore, in order to prevent 
MURE by the moisture produced inside while using absorptivity goods, having the 
moderate moisture permeability which can be made to be able to penetrate the 
moisture inside absorptivity goods and can be made to emit outside is called for. 
[0004] Moreover, since this backseat material constitutes the outside surface of 
absorptivity goods, while excelling in aesthetic property, having good tactile feeling 
(feeling of the touch) is called for. In order to obtain good tactile feeling 
conventionally as this backseat material, backseat material is made into the two- 
layer structure, a porosity polyethylene film is used as a layer of the inside which 
touches an absorber, a nonwoven fabric is used as an outside surface layer which 
meets with the open air, and the double layer sheet which it comes to paste this 
porosity polyethylene film and nonwoven fabric with hot melt adhesive is known. 
[0005] However, the above-mentioned double layer sheet spoiled the flexibility and 
aesthetic property which a nonwoven fabric has, was inferior to flexibility, produced 
hard tactile feeling made into the so-called ******, or produced ******, and its 
tactile feeling was still inadequate. 

[0006] This hard feel is improved, and in order to obtain the double layer sheet 
which is excellent in tactile feeling, it is possible to make a film or a nonwoven fabric 
thin. However, since there is a limit in making a film thin, a nonwoven fabric must be 
made thin. When the thin nonwoven fabric was used and a film and a nonwoven 
fabric were pasted up using hot melt adhesive, the phenomenon of the hot melt 
adhesive permeating a nonwoven fabric, and exuding outside, and the blot omission 
of the so-called adhesives occurred, and there was a problem of spoiling tactile 
feeling on the surface of an outside. 

[0007] And the flexibility or aesthetic property which a nonwoven fabric has are not 
spoiled, but it excels in tactile feeling of flexibility and the surface, and excels in 
moisture permeability and a water resisting property, and the moisture permeability 
sheet which has still higher interlaminar-peeling reinforcement is indicated by JP,10- 
1611 5,A concerning an applicant for this patent the melting point of the resin with 
which this moisture permeability sheet constitutes a breathable film and this 
breathable film — the same — or the laminating of the nonwoven fabric which 
consists of a bicomponent fiber containing the resin which has the melting point 
lower than this melting point is carried out, and it comes to carry out heat weld by 
embossing which can give the embossing pattern which R attached to 5 - 20% of 
rates of embossing area, and a corner 

[0008] However, when carrying out the laminating unification of the span bond 
nonwoven fabric formed from the bicomponent fiber which consists of core parts 
which consist of the sheath section and polypropylene which consist of polyethylene, 
and the permeability polyethylene film by heat embossing, the mirror roll made from 
stainless steel was conventionally used as a flat roll (roll with which irregularity is 
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not formed in the surface for embossings) which makes an embossing roll and a pair. 
Since the load concerning the crevice base of the moisture permeability sheet 
carried out by heat embossing is large even if it does R processing of the up end 
face of the embossing heights currently formed in the embossing roll surface when 
this mirror roll is used as a flat roll, and heat embossing speed is made to raise, an 
aperture and a water resisting property may fall [ a micro hole ] to the crevice base 
of a nonwoven fabric. 

[0009] Therefore, it is the manufacture method of the moisture permeability sheet 
which consists of a nonwoven fabric and a breathable film, and while excelling in 
flexibility, aesthetic property, and a loft, without causing the above waterproof falls, 
an appearance of the method of manufacturing the moisture permeability sheet 
which is excellent in a water resisting property, and has htgh interlaminar^peeling 
reinforcement with sufficient productivity is desired. 
[0010] 

[Objects of the Invention] It aims at offering the method of manufacturing the 
moisture permeability sheet which is excellent in a water resisting property, and has 
high interlaminai^peeling reinforcement with sufficient productivity while this 
invention tends to solve the problem accompanying the above conventional 
technology, consists of a nonwoven fabric and a breathable film and is excellent in 
flexibility, aesthetic property, and a loft. 
[0011] 

[Summary of the Invention] the melting point of the resin with which the 
manufacture method of the moisture permeability sheet concerning this invention 
constitutes a breathable film and this breathable film — the same — Superposition 
and the rate of embossing area the nonwoven fabric which consists of fiber 
containing the resin which has the melting point lower than this melting point or at 5 
- 30% And at least, using the embossing equipment which consists of an embossing 
roll of which R processing is done, and an elasticity flat roll, the corner of a heights 
apical surface carries out heating pressure treatment, and is characterized by 
carrying out laminating unification. 

[0012] As said elasticity flat roll, it is JIS. A degrees of hardness (JIS K 6301) are 
45-90. The roll with which it is in the range whose usable temperature upper limit is 
280-300 degrees C, and specific gravity (JIS L-1096) consists of silicone rubber 
which is 1.4-2.0, Or JIS A degrees of hardness (JIS K 6301) are 45-90, and the roll 
with which it is in the range whose usable temperature upper limit is 280-300 
degrees C, and specific gravity (JIS L-1096) consists of a fluororubber which are 
1.4-2.0 is used preferably. 
[0013] 

[Detailed Description of the Invention] Hereafter, the manufacture method of the 
transparency sheet concerning this invention is explained concretely. By the 
manufacture method of the moisture permeability sheet concerning this invention, a . 
moisture permeability sheet is obtained by carrying out heating pressure treatment 
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using the embossing equipment which consists of superposition, an embossing roll, 
and an elasticity flat roll, carrying out laminating unification, and carrying out a 
permeability film and a nonwoven fabric. 

[0014] The breathable film used by breathable film this invention is a film which has 
the fine hole of the degree which does not make liquids, such as water, penetrate, 
and has a water resisting property while having the moisture permeability which 
makes a steam penetrate. This breathable film is a film with which moisture vapor 
transmission has preferably 1 0OOg [/m ] 2-24 or more hrs of moisture permeability 
of 2000~6000g/m2 and 24hr. Here, in this invention, moisture vapor transmission 
means the measured value required in the moisture permeability trial based on JIS P 
0208. 

[0015] As a material of this breathable film, the resin constituent which uses 
polyolefin resin or polyolefin resin as a principal component is used, as polyolefin 
resin — high density polyethylene, low density polyethylene, and a line — low 
density polyethylene, ethylene, and alpha- An olefine copolymer, polypropylene, a 
propylene, and alpha- Resin is mentioned from olefine copolymers or two or more 
sorts of such mixture. 

[0016] The ethylene andalpha used as polyolefin resin in this invention - An olefine 
copolymer is ethylene and the carbon atomic numbers 4-12alpha. - It is the 
copolymer which consists of an olefin, and they are a propylene andalpha. - An 
olefine copolymer is a propylene, ethylene, or the carbon atomic numbers 4-12alpha. 

- It is the copolymer which consists of an olefin. 

[0017] Carbon atomic numbers 4-12alpha - As an olefin, they are 1-butene, 1- 
pentene, 1-hexene, and the 4-methyl -1, for example. - A pentene, 1-octene, 1- 
decene, 1-dodecen, etc. are mentioned. Ethylene andalpha - An olefine copolymer is 
these carbon atomic numbers 4-12alpha. - Even if independent [ one sort] in an 
olefin, two or more sorts of combination may be included. These alpha - Also in an 
olefin, they are especially the carbon atomic numbers 4-6alpha. - An olefin is 
desirable. 

[0018] This ethylene andalpha - The repeat configuration unit drawn from ethylene 
in an olefine copolymer (henceforth an "ethylene unit"), The repeat configuration 
unit (henceforth "alpha-olefin unit") drawn from the alpha olefin of the carbon 
atomic numbers 4-12 It is alpha to less than 100 % of the weight of ethylene 50-% of 
the weight or more units. - The rate of 50 or less % of the weight of olefin units, It is 
[ as opposed to / preferably / 55 - 99 % of the weight of ethylene units ] alpha. - 
The rate of 1 - 45 % of the weight of olefin units and a pan are preferably received 
65 - 98 % of the weight per ethylene, alpha- 2 - 35 % of the weight of olefin units — 
comparatively — especially — desirable — 70 - 96 % of the weight of ethylene units 

— receiving — alpha- It is desirable to contain at a rate of 4 - 30 % of the weight of 
olefin units. 

[0019] Moreover, polyolefin resin may contain thermoplastics, such as for example, 
an ethylene system polymer and a propylene system polymer, as components other 
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than the aforementioned principal component As for the polyolefin resin used by 
this invention, it is desirable 1~25g / for 10 minutes (MFR;ASTM D1238-65T) of melt 
flow rates to be in the range for 2-1 5g / 10 minutes still more preferably. The 
polyolefin resin which has a melt flow rate in the above-mentioned range can carry 
out [ a fine hole ]Hzing of the film which could fabricate on the film which is 
stabilized by the cast method and is excellent in mechanical strengths, such as tear 
reinforcement and was fabricated in good processability by processing of extension 
etc., and can obtain the film which is excellent in permeability. 
[0020] furthermore, the point that the film which has the Olsen rigidity of a suitable 
range, a sticky film is obtained, and this polyolefin resin is not attached to the skin, 
does not have a feeling of smeariness, and is moreover excellent in a mechanical 
strength is obtained — it is — density — 0.88-0.93g/cm3 — desirable — 0.90 - 
0.92 g/cm3 It is desirable that it is in a range. 

[0021] Moreover, the resin constituent which uses as a principal component the 
polyolefin resin used as a material of a breathable film contains a bulking agent in 
addition to the above-mentioned polyolefin resin. Especially this bulking agent may 
not be restricted, but any of an inorganic system bulking agent or an organic system 
bulking agent are sufficient as it and both combination is sufficient as it. as the 
example of this bulking agent — as an inorganic system bulking agent — the [ oxide 
/ of alkaline earth metal /, hydroxide, carbonate, sulfate, and silicate; periodic table ] 
— Ill An oxide, a hydroxide, a carbonate, a sulfate, a silicate, etc. of a group element 
are mentioned, and bridge formation object powder, such as cellulose powder; 
silicone, such as wood flour and pulp, and a phenol, etc. is mentioned as an organic 
bulking agent for example. These are one-sort independent or can be combined two 
or more sorts and can be used. Also in these, a calcium carbonate, a barium sulfate, 
etc. are desirable in consideration of the stability of cost and quality. 
[0022] The particle size of this bulking agent is about 0.1-10 micrometers, and is 
usually about 0.5-5 micrometers preferably. The content weight ratios (polyolefin 
resin/bulking agent) of the polyolefin resin and the bulking agent in this resin 
constituent are 30 / 70 - 80/20. 

[0023] moreover, the case where this resin constituent contains an antioxidant — 
that content — usually — the polyolefin resin in a resin constituent and a total of 
100 weight sections of a bulking agent — receiving — a 0.1 - 2.0 weight section 
degree — it is a 0.5 - 1 .8 weight section degree preferably. 
[0024] Furthermore, this resin constituent may contain additives, such as an 
ultraviolet ray absorbent an antimicrobial agent an antifungal agent a rusting 
inhibitor, lubricant a pigment and a heat-resistant stabilizer, in the range which 
does not spoil the purpose of this invention if needed in addition to the above- 
mentioned antioxidant 

[0025] Moreover, this resin constituent may contain olefin system elastomers, such 
as polyethylene and polystyrene, in the range which does not spoil the purpose of 
this invention, in order to acjjust amelioration of a moldability, or various physical 
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properties. When these olefin system elastomers are included, the content is usually 
ethylene andalpha. - It is the amount which serves as a rate below 20 weight 
sections to the olefine copolymer 1 00 weight section. 

[0026] Preparation of the above-mentioned resin constituent can perform the 
above-mentioned polyolefin resin or polyolefin resin, a bulking agent, and various 
kinds of compounding agents blended if needed according to the method of mixing 
using mixers in ordinary use, such as a Henschel mixer, a tumbler mold mixer, and a 
V shaped rotary mixer. 

[0027] In this invention, the above-mentioned polyolefin resin or a resin constituent 
is fabricated by the film. Shaping of this film may be performed according to which 
method that what is necessary is just the method of carrying out melting kneading 
and fabricating polyolefin resin or a resin constituent the shape of a film, and in the 
shape of a sheet For example, polio lane resin or a resin constituent can be 
fabricated on a film or a sheet by inflation molding, extrusion molding by the T die, 
etc., after carrying out melting kneading using equipments in ordinary use, such as a 
screw extruder of one shaft or two shafts, and a 2 shaft kneading machine. The 
range of the resin temperature at the time of melting kneading is usually 200-280 
degrees C. r 

[0028] Moreover, in inflation molding, a cash drawer can be performed in the shape 
of a cylinder from a circular die, and roll extension can perform uniaxial stretching 
for uniaxial stretching or the film by which biaxial stretching was carried out to a pan. 
Moreover, in shaping by the T die, roll extension can perform uniaxial stretching or 
biaxial stretching by the tender method after fabricating the sheet or film of non- 
orientation. 

[0029] Next, extension processing is carried out and the polyolefin resin or the resin 
constituent fabricated the shape of a film and in the shape of a sheet can obtain a 
breathable film. Uniaxial stretching or biaxial stretching is sufficient as this extension 
processing, and it is chosen suitably. For example, uniaxial stretching is 
advantageous, when there is an advantage which can perform extension processing 
simply in the case of uniaxial stretching and it does not make a strong anisotropy 
into a problem. Moreover, in the case of biaxial stretching, thin-filrrHzing is still 
more possible, and biaxial stretching is effective in it when it desires improvement in 
the touch nature by rigid fall, and a dissolution of a strong anisotropy. 
[0030] In the case of uniaxial stretching, roll extension is used and you may usually 
carry out in one step or two steps or more of multistage. At this time, 1.2 to 8 times 
as many draw magnification as this, by extending 2 to 6 times preferably, extension 
temperature is adjusted to the range of the melting point of a room temperature - 
resin raw material, and it is 50% or more of void contents, and its rigidity is low and it 
can obtain the good breathable film of the touch. 

[0031] In the case of biaxial stretching, coincidence or serial extension is performed. 
At this time, 1.2 to 8 times, preferably, extension temperature is adjusted to the 
range of the melting point of a room temperature - resin raw material, it is 50% or 
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more of void contents in two to 6 times, and rigidity of draw magnification is low and 
it can obtain the good breathable film of the touch. 

[0032] Moreover, after uniaxial stretching or biaxial-stretching processing, if heat 
treatment is performed, since the breathable film which is excellent in dimensional 
stability can be obtained, it is effective. Heat treatment can be performed at the 
temperature of the range from 80 degrees C to the melting point of a film, and it is 
usually carried out for a short time at an elevated temperature. 
[0033] In this invention, the void content of a breathable film is desirable at the 
point of permeability and moisture permeability having 50% or more of good thing, 
and excelling in aesthetic property, and that [ its ] whose void content is 60 - 80% 
further is desirable. Moreover, the thing of 60-300MPa has desirable Youngs 
modulus, and this breathable film has that desirable whose tear reinforcement is 40 
or more N/cm in the direction of MD (lengthwise direction) further. In this 
specification, although a "breathable film" points out that moisture vapor 
transmission is 1000 g/m2 and 24 hrs or more by giving one shaft or biaxial 
stretching after fabricating a film from the above polyolefin resin or its constituent, 
what is depended on pinholing processing processing is contained. 
[0034] The thickness of the breathable film used by this invention is about 10-30 
micrometers, and is usually 10-25 micrometers preferably. Moreover, what is 2000- 
6000 g/m2 and 24hr is suitable for moisture vapor transmission. 
[0035] the melting point of the resin with which the nonwoven fabric used by 
nonwoven fabric this invention constitutes the above-mentioned breathable film — 
the same — or it consists of fiber containing the resin (henceforth a "low melting 
point resinous principle") which has the melting point lower than this melting point 
[0036] The fiber (henceforth "low melting point fiber") which consists of a low 
melting point resinous principle as a nonwoven fabric used by this invention, for 
example, and the fiber (henceforth "high-melting fiber") which consist of a high- 
melting resinous principle carry out a confounding, and are intermingled, and the 
nonwoven fabric which has the structure which the nonwoven fabric which has the 
structure which low melting point fiber is welding to a part of peripheral face of high- 
melting fiber, and the nonwoven fabric which has still such structure carry out a 
laminating, and is intermingled is mentioned. 

[0037] It consists of core parts which consist of the sheath section which consists 
of a low melting point resinous principle, for example, and a high-melting resinous 
principle as the above-mentioned bicomponent fiber. The sheath-core mold 
bicomponent fiber of this heart which has the cross-section configuration in which 
the sheath section surrounds a core part in the shape of a concentric circle 
centering on a core part, The sheath-core mold bicomponent fiber of eccentricity in 
which the sheath section centering on a core part carries out eccentricity and which 
the core part has not exposed to the fiber surface, and the sheath-core mold 
bicomponent fiber of eccentricity which the sheath section centering on a core part 
carried out [ the bicomponent fiber ] eccentricity, and the core part has exposed to 
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the fiber surface partially are mentioned. Moreover, a fiber cross section is divided 
and the side-by-side mold bicomponent fiber with which the both sides of the high 
melting nature component section which consists of a low melting point resinous 
principle, and the low melting nature component section which consists of a high- 
melting resinous principle form a part of fiber peripheral face, respectively is 
mentioned. 

[0038] The rates of surface ratio of a core part / sheath section are usually about 5 
/ five to 1/9. [ in / in a sheath-core mold bicomponent fiber / a fiber cross 
section ] Moreover, the rate of surface ratio of the low melting point resinous 
principle section / high-melting resinous principle section is usually about 5/5. [ in / 
in a side-by-side mold bicomponent fiber / a fiber cross section ] 
[0039] Moreover, the nonwoven fabric used by this invention may be a nonwoven 
fabric of the double layer structure which consists not only of the above single 
nonwoven fabrics but of two or more nonwoven fabrics. The nonwoven fabric of the 
double layer structure containing the welding nature nonwoven fabric layer which 
becomes the side which touches especially a breathable film from the resin which 
has the melting point lower than the melting point of the resin which constitutes this 
breathable film is effective at the point that whenever [ option / of the nonwoven 
fabric used as a nonwoven fabric layer which constitutes, the nonwoven fabric layers, 
for example, the moisture permeability sheet surface, other than a welding nature 
nonwoven fabric layer, ] becomes large. When the moisture permeability sheet 
concerning this invention has the nonwoven fabric of double layer structure, the 
eyes of the whole nonwoven fabric of the double layer structure are usually 15- 
30g/m2. It is a degree and the eyes of a welding nature nonwoven fabric layer are 3 

- 10 g/m2. It is a degree. 

[0040] the melting point of the resin with which the low melting point resinous 
principle which constitutes the formation fiber of a nonwoven fabric constitutes said 
breathable film — the same — or it consists of resin which has the melting point 
lower than the melting point of this resin, as this low melting point resinous principle 

- for example, polyolefin resin, such as polypropylene, polyethylene, and a 
propylene ethylene random copolymer, etc. — it is — the material resin of a 
breathable film — the same — or one sort or the mixture combined two or more 
sorts of the resin which has the melting point lower than the melting point of this 
resin can be used. 

[0041] the above-mentioned propylene ethylene random copolymer — the random 
copolymer of a propylene and ethylene — it is — an ethylene content — desirable - 

- 0.5-5-mol % — it is 2.0-5-mol % especially preferably. 

[0042] In this invention as the formation fiber of a nonwoven fabric, and resin which 
especially constitutes the sheath-core mold bicomponent fiber of eccentricity A 
melt flow rate (MFRASTM D 1238-65T, 230 degrees C, 2.16kg of loads) The 
propylene ethylene random copolymer for 20g / 10 minutes, If the mixed resin raw 
material with which a melt flow rate (MFR;ASTM D 1238-65T, 230 degrees C, 2.16kg 
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of loads) consists of combination with the polypropylene for 35g / 10 minutes is 
used Since the nonwoven fabric which consists of fiber which carried out crimp can 
be obtained, it is effective in improvement in flexibility and tactile feeling, the 
combination of this propylene ethylene random copolymer and polypropylene — the 
operating weight ratio of a propylene ethylene random copolymer / polypropylene — 
1 / 9 - 9/1 — it is 1 / 9 - 4/6 preferably. 

[0043] As for the diameter of average fiber of the fiber which forms a nonwoven 
fabric, it is usually desirable that it is about 10-35 micrometers, and it is the point 
that the feeling of connection at the time of a fingertip describing a nonwoven fabric 
decreases, and good tactile feeling is obtained, and is 10-20 micrometers. 
[0044] The eyes or thickness of a nonwoven fabric is suitably chosen according to 
the use of the moisture permeability sheet concerning this invention, the flexibility 
searched for especially, and is not restricted especially, usually, eyes — 10-30g/m2 
the point that are a degree and a moisture permeability sheet with thin thickness is 
obtained — it is — 10 - 25 g/m2 it is — things are desirable. Moreover, the 
thickness of a nonwoven fabric is usually about 0.1-0.5mm. This thickness is a value 
measured with an optical microscope. 

[0045] Manufacture of the above nonwoven fabrics can be performed according to a 
conventional method, and it is not restricted especially. For example, when 
manufacturing the nonwoven fabric which consists only of low melting point fiber, 
according to the method of fabricating raw material resin, such as the span bond 
method, the MERUTOBU loan method, and a flash plate spinning method, to fibrosis 
and a nonwoven fabric, melting or after dissolving, a nonwoven fabric can be 
fabricated from a low melting point resinous principle. 

[0046] Moreover, when manufacturing the nonwoven fabric which consists of a 
sheath-core mold bicomponent fiber, it can manufacture according to the span bond 
method which used the sheath-core mold spinning nozzle. Furthermore, when 
manufacturing the nonwoven fabric which consists of a side-by-side mold 
bicomponent fiber, it can manufacture according to the span bond method which 
used the side-by-side mold spinning nozzle. 

[0047] When manufacturing the nonwoven fabric with which low melting point fiber 
and high-melting fiber are intermingled further again, in case it forms the fiber of 
either low melting point fiber or high-melting fiber by the span bond method, the 
flash plate spinning method, and the MERUTOBU loan method and the fiber obtained 
is distributed on a web former, it can manufacture according to the method of 
making mix with another fiber and making it deposit 

[0048] Moreover, it has the double layer structure which consists of two or more 
nonwoven fabrics, and the nonwoven fabric of the double layer structure which 
contains the welding nature nonwoven fabric layer which consists of resin which has 
the melting point lower than the melting point of the resin which constitutes a 
breathable film in the side which touches a breathable film can be manufactured 
according to methods, such as the span bond method using the equipment which has 
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the spinning nozzle of two or more trains, a flash plate spinning method, and the 
MERUTOBU loan method. 

[0049] By the manufacture method of the moisture permeability sheet concerning 
manufacture method this invention of a moisture permeability film, after piling up the 
above-mentioned permeability film and a nonwoven fabric, heating pressure 
treatment is carried out with an embossing roll and an elasticity flat roll, melting of 
the low melting point resinous principle in which a nonwoven fabric has a 
permeability film and a nonwoven fabric is partially carried out with an embossing roll, 
it presses, and both are pasted up by heat welding. 

[0050] Although the temperature and welding pressure of heating pressure 
treatment are further chosen suitably according to the configuration fiber of the 
nonwoven fabric to be used, structure, eyes, thickness and the quality of the 
material of a breathable film, eyes and thickness, the water resistance made into the 
purpose, interlaminar-peeling reinforcement, working speed (lamination speed), etc. 
usually, about 80-150 degrees C — desirable — the pressure (linear pressure) of 
the temperature of about 100-130 degrees C, and 10-50 kg/cm degree — it is 
preferably carried out by the pressure of 20 - 40 kg/cm degree. 
[0051] The corner of a heights apical surface of the embossing roll used for heating 
pressure treatment is the embossing roll carried out R processing at least. For 
example, when the configuration of the heights apical surface (upper surface) of an 
embossing roll is a quadrangle, the corner of the four corners, the embossing roll 
with which R processing of the corner of the neighborhood is done further are 
mentioned. The configuration of the heights apical surface of the embossing roll 
used by this invention fabricates the configuration which connected the circle, the 
ellipse, etc. with the configuration which consists of curves, such as circular and an 
ellipse form, or the straight line smoothly, and the square edge section in the shape 
of a circle, and are configurations, such as a rectangle-like configuration where the 
radius of curvature of this circle section is at least 0.15mm or more. It is desirable 
to use the embossing roll which has the embossing pattern (pattern of the heights 
apical surface of an embossing roll) of the configuration shown in drawing 1 in that 
the moisture-permeable plastic sheet which has the aesthetic property near 
especially quilt processing is obtained. R processing of a neighboring corner is done 
at the corner of the four corners on the upper surface of heights of this embossing 
roll, and the pan. Moreover, the rate of embossing area in an embossing roll (rate of 
area of embossing heights) is 5 - 1 5% still more preferably 5 to 20% preferably 5 to 
30%. It is desirable when a sheet especially with the soft touch is called for, and the 
embossing roll which has the embossing pattern of the broad grid handle of 7 - 1 5% 
of rates of embossing area shown in drawing 1 - drawing 3 is used. 
[0052] As an elasticity flat roll used by this invention JIS It is in the range whose A 
degrees of hardness (JIS K 6301) are 45-90 and whose usable temperature upper 
limit is 280-300 degrees C. And the roll with which specific gravity (JIS L-1096) 
consists of silicone rubber which is 1.4-2.0, Or JIS A degrees of hardness (JIS K 
1! 
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6301 ) are 45-90, and the roll with which it is in the range whose usable temperature 
upper limit is 280-300 degrees C f and specific gravity (JIS L-1096) consists of a 
fluororubber which are 1.4-2.0 is used preferably. Moreover, an elastic paper roll can 
also be used. High interlaminai^peeling reinforcement and flexibility can be 
maintained without reducing a water resisting property, since open Lycium chinense 
does not have a micro hole in the crevice base of the moisture permeability sheet 
obtained even if it makes the linear pressure of an embossing roll high with 50 
kg/cm by using by making these elasticity flat rolls into the above-mentioned 
embossing roll and a pair. 

[0053] a moisture permeability sheet — moisture vapor transmission is suitable for 
the moisture permeability sheet whose interlaminar-peeling reinforcement it is 
among the moisture permeability sheets obtained by the manufacture method of the 
above moisture permeability sheets concerning this invention, a water resistance is 
2-24 or more hKs) of 3000 g/m more than 1000mmH(s)2 O, and whenever [ of the 
direction of MD / flexible ] (Clark process) is 50mm or less, and is 50g / 25mm or 
more as a backseat for disposable diapers. A hygroscopic sheet layer is arranged at 
the inside which touches the absorber of a disposable diaper, and the backseat for 
disposable diapers which consists of this moisture permeability sheet is used for the 
outside which meets with the open air so that the surface layer (top sheet) which 
consists of a nonwoven fabric may be arranged. In this invention, "the direction of 
MD" means the lengthwise direction of a moisture permeability sheet Moreover, a 
numeric value whenever flexible [ above-mentioned ] is a numeric value measured 
by the Clark process indicated by JIS L 1096 as a C method. 
[0054] 

[Effect of the Invention] According to the manufacture method of the moisture 
permeability sheet concerning this invention, as an embossing roll and a flat roll 
which makes a pair, since elasticity rolls, such as a product made of silicone rubber 
and a product made of a fluororubber, are used, while being the moisture 
permeability sheet which consists of a nonwoven fabric and a breathable film and 
excelling in flexibility, aesthetic property, and a loft, the moisture permeability sheet 
which is excellent in a water resisting property, and has high interlaminar-peeling 
reinforcement can be offered. Moreover, the productivity of this moisture 
permeability sheet is improving conventionally. 
[0055] 

[Example] Hereafter, this invention is not limited by these examples although an 
example explains this invention. 

[0056] In addition, evaluation or measurement of the aesthetic property in an 
example and the example of a comparison, a water resistance, interlaminar-peeling 
reinforcement moisture vapor transmission, and flexibility was performed according 
to the following method. 

(1) Aesthetic property aesthetic property stroked the surface of the nonwoven 
fabric of a moisture permeability sheet by hand, performed the trial which 
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investigates tactile feeling in that case, and evaluated it by the following criteria. In 
addition, evaluation is the average of ten persons' panel test 

[0057] <Error-criterion> O There are not ZARATSUKI and a feeling of connection. 

** There are ZARATSUKI and a feeling of connection a little. 

x There are ZARATSUKI and a feeling of connection. 

(2) JIS L 1 092 was asked for the water-resistance water resistance based on the 
hydrostatic-pressure method of A law (low water pressure method) of the water 
penetration test method of a publication. 

[0058] (3) About the test piece cut out from the interlaminar-peeling on^the- 
strength laminating sheet in width of face of 25mm, and length of 200mm, according 
to JIS L 1096, 180-degree friction test was performed by part for speed-of- 
testing/of 300mm, and the interlaminar-peeling reinforcement between a film and a 
nonwoven fabric was measured. 

(4) JIS Z 0208 was asked for moisture-vapor-transmission moisture vapor 
transmission based on the moisture-vapor-transmission test method (cylinder plate 
method) of a publication. 

(5) Whenever [ flexible ] (Clark process) 

JIS L 1096 were asked for whenever [ of the direction of MD of a laminating sheet 
(lengthwise direction), and the direction of CD (longitudinal direction) / flexible ] 
based on the C method (Clark process) of a publication. 
[0059] 

[Example 1] It consists of a sheath-core mold bicomponent fiber (polyethylene / 
polypropylene (weight ratio) =80/20, the diameter of fiber = 22 micrometers) of this 
heart formed from the sheath section which consists of polyethylene which has the 
core part and the following physical properties which consist of polypropylene which 
has the following physical properties, eyes — 23g/m2 it is — the span bond method 
nonwoven fabric and the permeability polyethylene film which has the following 
physical properties — superposition — Between the embossing roll made from steel 
(roll diameter = 20cm) whose skin temperature is 120 degrees C, and the flat roll 
made of silicone rubber (roll diameter = 20cm) whose skin temperature is 1 18 
degrees C Heat welding was pressurized and carried out by through and the 
pressure (linear pressure) of 5kg/cm so that a nonwoven fabric might come to an 
embossing roll side, and the laminating sheet was obtained with 1 00m production 
rate for /. 

[0060] the above-mentioned embossing roll — the heights — 0.44x0.44mm angle — 
the pitch — 1 .7mm — it is — the rate of embossing area — 6.7% — it is — the 
number of stamps — 0.35 piece/mm2 it is . In addition, R processing of the corner 
of these heights is done. 

[0061] Moreover, the silicone rubber which constitutes the above-mentioned flat roll 
made of silicone rubber is JIS. A degree of hardness (JIS K 6301) is 60, an usable 
temperature upper limit is 280 degrees C, and specific gravity (JIS L-1096) is 1.6. 
[0062] <Polypropylene which constitutes core part of bicomponent fiber> propylene 
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homopolymer density =0.91 g/cm3MFR(230 degrees C) =60g/10 minute Mw/Mn=3.0 
melting-point =145 degree-C <po!yethylene which constitutes the sheath section of 
bicomponent fiber> ethylene homopolymer density =0.928 g/cm3MFR(1 90 degrees 
C) =30g/10 minute Mw/Mn=3.2 melting point = the breathable film by 125-degree-C 
<permeability polyethylene film> Mitsui Chemicals, Inc. "Espo R TM" 
(Thickness of 20 micrometers) 

About the laminating sheet obtained as mentioned above, evaluation or 

measurement of aesthetic property, a water resistance, interlaminar-peeling 

reinforcement, moisture vapor transmission, and flexibility was performed according 

to the above-mentioned method. 

[0063] The result is shown in the 1st table. 

[0064] 

[Example 2] In the example 1, the laminating sheet was obtained like the example 1 

except having changed the production rate into a part for 1 50m/. 

[0065] About the obtained laminating sheet, evaluation or measurement of aesthetic 

property, a water resistance, interlaminar-peeling reinforcement, moisture vapor 

transmission, and flexibility was performed according to the above-mentioned 

method. The result is shown in the 1 st table. 

[0066] 

[The example 1 of a comparison] It is a hot-melt-adhesive [trade name instead of 
performing the laminating unification with a span bond nonwoven fabric and a 
permeability polyethylene film in an example 1 using an embossing roll. The 
laminating sheet was prepared with 200m production rate for /using 5P-619 and] 
made from NSC. in addition, the coverage of hot melt adhesive — 1.5 g/m2 it was . 
[0067] About the obtained laminating sheet, evaluation or measurement of aesthetic 
property, a water resistance, interlaminar-peeling reinforcement, moisture vapor 
transmission, and flexibility was performed according to the above-mentioned 
method. The result is shown in the 1 st table. 
[0068] 

[The example 2 of a comparison] In the example 1 , the laminating sheet was 
obtained like the example 1 except having used the mirror roll made from stainless 
steej (roll diameter = 20cm), and having changed the production rate into a part for 
60m/instead of the flat roll made of silicone rubber. In addition, both the skin 
temperature of an embossing roll and the mirror roll made from stainless steel was 
set to 1 20 degrees C. 

[0069] About the obtained laminating sheet evaluation or measurement of aesthetic 
property, a water resistance, interlaminar-peeling reinforcement, moisture vapor 
transmission, and flexibility was performed according to the above-mentioned 
method. The result is shown in the 1 st table. 
[0070] 

[The example 3 of a comparison] In the example 1, the laminating sheet was 
obtained like the example 1 instead of the flat roll made of silicone rubber except 
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having used the mirror roll made from stainless steel (roll diameter = 20cm). 
[0071] About the obtained laminating sheet, evaluation or measurement of aesthetic 
property, a water resistance, interlaminai— peeling reinforcement, moisture vapor 
transmission, and flexibility was performed according to the above-mentioned 
method. The result is shown in the 1st table. 
[0072] 
[A table 1] 
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* NOTICES* 

Japan Patent Office is not responsible for any 
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reflect the original precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 
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[Brief Description of the Drawings] 

[Drawing 1] Drawing 1 is drawing explaining the suitable example of the embossing 
pattern in the embossing roll used by the manufacture method of the moisture 
permeability sheet concerning this invention. 

[Drawing 2] Drawing 2 is drawing explaining other suitable examples of the 
embossing pattern in the embossing roll used by the manufacture method of the 
moisture permeability sheet concerning this invention. 
[Drawing 3] Drawing 3 is drawing explaining other suitable examples of the 
embossing pattern in the embossing roll used by the manufacture method of the 
moisture permeability sheet concerning this invention. 
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